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(54) Method for production of a rotor for centrifugal compressors 


(57) A method for production of a rotor for centrifu- 
gal compressors, wherein the said rotor is produced 
from a monolithic disc (10), which is provided with a cen- 
tral hole (11). The method consists of use, within an iso- 
lating medium, of at least one first electrode (12) which 
has polarity opposite the polarity of the rotor, wherein 
the said first electrode operates starting from the outer 


diameter of the monolithic disc (10), in order to produce 
the blades (14) and the cavities (13) of the said rotor, 
and wherein the processing takes place with a continu- 
ous path, consisting of a first step of roughing, followed 
by a second step of finishing with a tool which has a 
shape similar to that of the electrode used for the first, 
roughing step, in orderto produce an accurate geometry 
of the blades (14). 
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Description 

[0001] The present invention relates to a method for 
production of a rotor for centrifugal compressors. 
[0002] The term centrifugal compressor normally de- 
fines a machine which restores a compressible fluid, at 
a pressure which is greater than that at which it received 
the fluid, imparting to the latter the energy necessary for 
the change of pressure by means of use of one or a plu- 
rality of rotors or impellers, each of which consists of a 
certain number of blades, which are disposed radially 
such as to form a certain number of passages which 
converge towards the centre of the rotor. 
[0003] More particularly, high-pressure centrifugal 
compressors are normally equipped with rotors 20 
which are tested in a standard manner. 
[0004] it should be noted that, for a given diameter, 
the geometry of the rotor is fixed, and is the same for 
different applications, a fact which will assume particular 
relevance in the following description of the method ac- 
cording to the invention. 

[0005] More particularly, the main parts of these rotors 
for centrifugal compressors are the hub, the shroud and 
the blades. 

[0006] Owing to the high density of the gases, a truly 
critical problem in the technical field of high-pressure 
compressors is that of guaranteeing the stability of the 
rotor. 

Combined forces, which are proportional to the density 
of the gas, and are induced by the labyrinth for the gas- 
es, can cause unacceptable sub-synchronous vibra- 
tions which have an effect on the said rotor. 
[0007] In fact, the sensitivity of the rotor to these forc- 
es increases more or less in proportion with the flexibility 
of the rotor. 

[0008] in addition, the entire dynamic behaviour of the 
rotor is particularly critical for this type of application, 
and the simplest means for increasing the rigidity of the 
rotor in the same operative conditions (same bearings, 
same temperature, same pressure of the gas, etc) is that 
of using shafts which have large diameters. 
[0009] The diameters both of the shafts and of the 
hubs have thus been increased in the known art, such 
as to increase the lack of sensitivity to external distur- 
bances, and therefore to improve the characteristic ro- 
todynamic behaviour of high-pressure centrifugal com- 
pressors. 

[0010] The spacers have thus been eliminated, and 
the aerodynamic path is obtained directly on the shaft. 
[0011] More specifically, two rings, the front one of 
which is in two pieces, and the rear one which is in a 
single piece, maintain the axial position , whereas a coat- 
ing with a high level of hardness protects the shaft. 
[0012] These characteristics assure that the aerody- 
namic path does not change, and ensure that this con- 
figuration is particularly efficient in increasing the rigidity 
of the shaft, however, these changes mean that a differ- 
ent technology must be taken into consideration for pro- 


duction of these rotors for centrifugal compressors. 
[0013] With particular reference to the known art, it 
should be noted that the blades are conventionally ob- 
tained by means of milling the hub (or shroud), and sub- 

5 sequently the welding is carried out from the interior of 
the aperture, in order to join the parts. 
[0014] Another technique is used for rotors with a low 
flow coefficient, in which the blades are too thin to make 
it possible to carry out the welding from the interior. 

io [0015] In fact, in this technique, the two parts are slot- 
welded from the rear of the hub (the blades are ma- 
chined on the shroud), owing to the presence of the nose 
or front portion of the shroud, which has the same diam- 
eter as the main end of the blade. 

15 [001 6] Afterthe welding has been carried out, the heat 
treatment is also carried out, which, as will be appreci- 
ated, reduces the residual tensions which have formed. 
[0017] Each rotor is separated from the others by a 
spacer, in order to create the necessary aerodynamic 

20 space at the intake of the rotor. 

[0018] Thus, on these bases, it is apparent that it be- 
comes very difficult to increase the diameter of the hub, 
and thus the diameter of the slot-welding, from the ex- 
terior. 

25 [0019] The object of the present invention is thus to 
provide a method for production of a rotor for centrifugal 
compressors, such that the above-described require- 
ments are fulfilled. 

[0020] Another object of the present invention is to 
30 provide a method for production of a rotor for centrifugal 
compressors, which makes it possible to obtain a very 
high level of dimensional accuracy, which is in line with 
the required expectations. 

[0021] Another object of the present invention is to 

35 provide a method for production of a rotor for centrifugal 
compressors, which provides the possibility of obtaining 
a high level of structural resistance of the rotor. 
[0022] A further object of the present invention is to 
provide a method for production of a rotor for centrifugal 

40 compressors, which makes it possible to obtain a high 
level of dimensional accuracy, as well as an optimum 
surface quality of the finished product. 
[0023] These objectives and others according to the 
invention are achieved by a method for production of a 

^5 rotor for centrifugal compressors, wherein the said rotor 
is produced from a monolithic disc, provided with a cen- 
tral hole, characterised in that it consists of use, within 
an isolating medium, of at least one first electrode which 
has polarity opposite that of the polarity of the said rotor, 

50 wherein the said first electrode operates starting from 
the outer diameter of the said monolithic disc, in order 
to produce the blades and the cavities of the said rotor, 
and wherein this processing takes place with a contin- 
uous path, consisting of a first step of roughing, followed 

55 by a second step of finishing with a tool which has a 
shape similar to that of the electrode used for the first, 
roughing step, in order to produce an accurate geometry 
of the said blades. 
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[0024] According to one embodiment, the method ac- 
cording to the invention includes a further step of finish- 
ing, in which an electrode operates on the surfaces of 
the blades, at the inner portion of the said rotor, in order 
to round the main ends of the said blades, on the inner 
side of the disc. 

[0025] As an alternative, according to a preferred var- 
iant of the method according to the invention, an elec- 
trode 15 carries out at least the first step of roughing 
according to the method, wherein the said electrode is 
shaped such as to be able to produce the profile of each 
of the blades, both on the pressure side and on the suc- 
tion side. 

[0026] in fact, this electrode has a first and a second 
portion, which are separated from one another by the 
space which is necessary for the presence of a blade. 
[0027] Further characteristics of the method for pro- 
duction of a rotor, according to the present invention, 
are defined in the other claims attached to the present 
application. 

[0028] The characteristics and advantages of the 
method for production of a rotor for centrifugal compres- 
sors, according to the present invention, will become 
more apparent from the following description of a typical 
embodiment, provided by way of non-limiting example, 
with reference to the attached schematic drawings, in 
which: 

Figure 1 represents an electrode for electroerosion, 
which acts on a rotor which is destined for a centrif- 
ugal compressor, according to the method of the in- 
vention, in a first operative position of erosion; 
Figure 2 represents the electrode for electroerosion 
in figure 1 , which acts on the rotor of the compres- 
sor, in a second operative position; 
Figure 3 represents a second electrode for electro- 
erosion, which acts on the rotor in figure t, in an- 
other operative position; 
- Figure 4 represents a third electrode for electroero- 
sion, which acts on the inner part of the rotor in fig- 
ured , in yet another operative position; and 
Figure 5 represents a fourth electrode for electro- 
erosion, which acts on the inner part of the rotor in 
figure 1 , in yet another operative position. 

[0029] With particular reference to the figures in ques- 
tion, the method according to the invention will now be 
described, on the understanding that the method of 
electroerosion has finally been selected from amongst 
the different processing methods. 
[0030] In fact, it is understood that, in the processing 
operations for electroerosion, two metal parts are im- 
mersed in an isolating liquid, and are connected to a 
source of electrical energy. 

[0031] When the power is switched on, an electric 
voltage is created between the two metal parts. 
[0032] If the two parts are taken together to the correct 
distance, the electric voltage is discharged, and an elec- 


tric spark passes through the distance between the two 
parts. 

[0033] At the point at which this spark strikes, the met- 
al is heated to the extent that it melts. 

5 [0034] After application of a large number of these 
sparks, which are emitted one after another (and never 
simultaneously), it is possible to produce gradually the 
required shape in the piece of metal, according to the 
shape of the electrode. 

to [0035] A few hundred thousand of these sparks must 
be produced every second, before the erosion takes 
place. 

[0036] The results are highly variable, depending on 
the intensity, frequency, duration, length and polarity of 

'5 the discharges. 

[0037] There are two different methods for electroero- 
sion, which are known technically by the names of die- 
sinking EDM, and wire-cut EDM, where EDM stands for 
Electrical Discharge Machining. 

20 [0038] In both the aforementioned electroerosion 
methods, the electrical energy of the electrical supply 
source is transformed, according to the results required, 
by means of controlled pulse generators of a type with 
highly developed technology. 

25 [0039] The EDM process usually takes place in an 
isolating liquid, which is continually regenerated and fil- 
tered, such as to remove all the metal residues. 
[0040] By this means, the external conditions remain 
unchanged during the entire process, even if this lasts 

30 for hours or days. 

[0041] The possibilities provided by the present de- 
vices are enormous, i.e high speed of cutting and re- 
moval, extremely efficient automatic operations, inter- 
connection and storage of recurrent and very lengthy 

35 processing cycles, and virtually 1 00% monitoring of the 
final shape and of the metal surfaces which are proc- 
essed, from perfectly smooth to extremely rough. 
Owing to these special properties, EDM is considered 
as a technology with great future prospects. 

40 [0042] In the case of die-sinking EDM technology, the 
shape required is formed negatively in the metal, with a 
three-dimensional electrode. . 
[0043] By means of superimposition of the move- 
ments on the three main axes x, y and z, the most varied 

45 shapes, indentations and cavities can be created, in a 
manner which cannot be obtained by means of any oth- 
er processing system. 

[0044] For example, it is possible to produce a helical 
cavity or a rectangular hole in a single block of steel, or 

50 a very thin, hardened metal sheet which cannot be sub- 
jected to mechanical pressure, can be processed. 
[0045] In the case of the wire-cut EDM process, the 
shape required is stored in the computer, and is con- 
veyed in the form of codes which can be understood by 

55 the machine, which subsequently cuts the shape inde- 
pendently, guiding the wire along the path. 
[0046] In the case of complicated shapes which re- 
quired cuts, or angled, conical or other unusual surfac- 
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es, the upper and lower wire guiding systems perform 
the different movements depending on the cases. 
[0047] With reference now in greater detail to the de- 
scription of the method for production of the centrifugal 
compressor rotor, the following comments are made. 
[0048] As shown clearly in figure 1 , the starting point 
is a monolithic disc 1 0, made of steel which is perforated 
centrally by the hole 11 , in order to produce the radial 
compressor rotors by means of electroerosion. 
[0049] More particularly, according to the method of 
the present invention, numerically controlled machines 
are preferably used. 

[0050] The tools for the method and the rotor itself are 
electrodes with opposite polarity, and the isolating 
means are normally oil or specific fluid with a high level 
of resistivity. 

[0051] Two different types of tools are used in order 
to produce the rotor. 

[0052] A first electrode, indicated by the reference 
number 12, is able to produce the blades 14 and the 
cavities 13 of the rotor, starting from the outer diameter 
of the disc 10. 

[0053] The first electrode 12 has the same shape as 
the aperture itself of the cavity 13, and moves as illus- 
trated in figures 1 -2, in which the initial position and the 
final position can be seen. 

[0054] The final result of this first step is also shown 
in figure 2, where the parts of material left between the 
erosions of the electrode 12 are the outer surfaces, 
which are still rough, of the rotor blades 14. 
[0055] Since it is a planar object, the electrode 12 
must also move in an axial direction. 
[0056] The processing with a continuous path begins 
with general erosion, which is followed by a step of fin- 
ishing with a specific tool, the shape of which is similar 
to the electrode 12, but which makes it possible to pro- 
duce accurate geometry of the blades 14. 
[0057] When the electrode 1 2 completes its work, the 
blades 14 on the inner side of the disc 10 have a flat 
main end. 

[0058] It is therefore necessary to carry out the 
processing illustrated in figures 4-5, where another elec- 
trode 16 operates on the surfaces 17 and 18 of the 
blades 1 4, as well as to use a further electrode 1 9 which 
can operate on the surface 20. 
[0059] Alternatively, an electrode 15 which has the 
particular shape represented in figure 3 can carry out 
the roughing step of the electroerosion method. 
[0060] In fact, owing to its own particular shape, this 
electrode 15 produces the profile of the blade 14, both 
on the pressure side and on the suction side. 
[0061] More particularly, the electrode 15 has a first 
and a second portion 15\ 15", which are separated from 
one another by the space necessary for the presence 
of a 

blade 14. 

[0062] The following description makes apparent the 
characteristics and advantages of the method according 


to the present invention, for production of a rotor for cen- 
trifugal compressors. 

[0063] The following concluding points and observa- 
tions are now made, such as to define the said advan- 
5 tages more clearly and accurately. 

[0064] Firstly, by means of use of the method accord- 
ing to the invention, it is possible to increase the diam- 
eter of the hub of the rotor. 

[0065] In addition to the possibility of increasing the 
10 diameter of the hub of the rotor, the main advantages of 
use of electroerosion are firstly the lack of structural dis- 
continuity. 

[0066] Another important advantage is provided by 
the possibility of obtaining a high level of structural re- 
's sistance, as well as of obtaining a high level of dimen- 
sional accuracy, and finally an optimum surface quality 
of the finished product. 

[0067] All these points are particularly important when 
rotors which are designed for machines with re-injection 

20 at high pressure are produced. 

[0068] In fact, owing to the high pressure and high 
density involved, the pressure pulses which originate 
from the asymmetry of the aerodynamic field, particu- 
larly in the phase known as discharge scroll, can give 

25 rise to significant periodic forces. 

[0069] However, in this context, it can be appreciated 
that the method according to the invention makes it pos- 
sible to avoid any metallurgical discontinuity inside the 
rotor, a fact which clearly represents a significant tech- 

30 nological step forward. 

[0070] In terms of dimensional accuracy, the centrifu- 
gal compressors in question are normally characterised 
by a very low flow coefficient. 
[0071] From a geometric point of view, this results in 

35 very thin aerodynamic passages, sometimes of approx- 
imately 0.3 - 0.4". 

[0072] The distortion which is associated with the 
processing known as slot welding can modify the width 
of the blade by 5% or more, for these rotors which have 

40 a low flow level. 

[0073] . On the other hand, by means of spark erosion 
or electroerosion according to the method described, 
the accuracy which can be obtained is 1-2%, a fact 
which permits a more accurate match between the per- 

« formance levels expected and those obtained. 

[0074] Finally, it is apparent that many other variations 
can be made to the method for production of a rotor for 
centrifugal compressors, which is the subject of the 
present invention, and that, in the practical application 

so of the invention, any materials, dimensions and forms 
can be used according to requirements, and can be re- 
placed by others which are technically equivalent. 


55 Claims 

1. Method for production of a rotor for centrifugal com- 
pressors, wherein the said rotor is produced from a 
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monolithic disc (1 0), which is provided with a central 
hole (11), characterised In that it consists of use, 
within an isolating medium, of at least one first elec- 
trode which has polarity opposite the polarity of the 
said rotor, wherein the said first electrode operates 
starting from the outer diameter of the said mono- 
lithic disc (10), in order to produce the blades (14) 
and the cavities (13) of the said rotor, and wherein 
the processing takes place with a continuous path, 
consisting of a first step of roughing, followed by a 
second step of finishing with a tool which has a 
shape similar to that of the electrode used for the 
said first, roughing step, in order to produce an ac- 
curate geometry of the blades (14). 

2. Method according to claim 1 , characterised in that 
it includes a further step of finishing, in which an 
electrode (16, 19) operates on the surfaces (17, 18, 
20) of the said blades (14), at the inner portion of 
the said rotor, in order to round the main ends of the 
said blades (14), on the inner side of the said disc 
(10). 

3. Method according to claim 1 , characterised In that 
an electrode (15) carries out at least the said first 
step of roughing according to the method, wherein 
the said electrode (15) is shaped such that the said 
electrode (1 5) can produce the profile of each of the 
said blades (14), both on the pressure side and on 
the suction side. 

4. Method according to claim 3, characterised in that 
the said electrode (15) has a first and a second por- 
tion (1 5', 1 5"), wherein the said first and second por- 
tions (15', 15") are separated by the space which is 
necessary for the presence of a blade (14). 

5. Method according to claim 1 , characterised in that 
the said first electrode (12) has substantially the 
same shape as the aperture itself of the cavity (1 3), 
and moves along a curve which is defined by points, 
and can be assimilated to an arc of circumference. 

6. Method according to claim 1 , characterised in that 
the said method for production is an electroerosion 
method of the die-sinking EDM type, in which the 
said method takes place in an isolating fluid, where- 
in the said isolating fluid is continually regenerated 
and filtered such as to remove all the metal resi- 
dues. 

7. Method according to claim 6, characterised in that 
the shape required is formed negatively in the metal 
of the said disc (10), with a three-dimensional elec- 
trode, wherein, by means of superimposition of the 
movements on the three main axes x, y and z, the 
most varied shapes, indentations and cavities re- 
quired can be created, including tone surfaces in- 


side the shroud aperture. 

8. Method according to claim 1 , characterised in that 
the said method is an electroerosion method of the 

5 wire-cut EDM type, wherein the shape required is 
stored in the memory of a computer, and is con- 
veyed in the form of codes which can be understood 
by the machine, which subsequently cuts the shape 
independently, guiding the electrode along the 

'0 processing path. 

9. Method according to one or more of the preceding 
claims, characterised in that the said isolating 
means used are oil or specific fluid with a high level 

f5 of resistivity. 

10. Method according to one or more of the preceding 
claims, characterised in that it is implemented by 
means of numerically controlled machines. 
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